Aircraft OEM: Bell 


Aero Design Ltd. 


Work Order Control Sheet 
Work Order#: 2015-124 Date Opened: 26-Nov-15 
Title: Fabrication 


Aircraft Model: 212 
Product Type: Cargo Basket 
Product Model: Mega 
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JC 
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N/A 
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Initial or N/A 
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Additional Documentation 
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Rev# 
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JC 
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JC 
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Filler Sheet 
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JC 
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JC 
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JC 
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JC 
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Build sheets spécifie to this model have not been produced atthis time. 


Fabrication lAW drawings foliowing général basket and lid fabrication instructions. 
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AERO DESIGN LTD. 


ponu «VBL ic, Canada, vu m» 


BEU 205, 212. 214. *12 SERIES 
OUICK RELEASE MEGA CARGO BASKET 
BASKET BOOr ASSEUBLT 


I 
[MU! |WU 
AO 100611 0 
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DESCRIPTION Of CHANCE 


INITIAL ISSUE 


«ttachucnt of UESH TO hoops 
HELO FmST FIVC INTERSECTIONS 
THEN EVERY SECOND INTERSECTION 
AODITIONAL «ELOS ARE PCRUITTEO AS REOUIRCO 


AmCHHENT OF UESH TO RM 
HELO EACM MTERSECnoN 


2 places(02 


ETAIL B 
ORia 1/4 (0.25) THROUGH BOTTOM OF RU 


(ÇD^l 
^A^LçV\ 


NOTES: 


t. RENOVE ALL 8URRS AND BREAK SHARP EOGES. 


2. WELOmC OF 4130 STEEL TO BE COMPLETEO SY GTAW UETHOO TO AMS 2E85C. 


4130 ANO 1018 STEEL HELDWG ROO SHAU CONFORM TO ER70S-2 OR EQUIVALENT. 


STAJNLESS AND 4130 STEEL: WELOINC ROO SHAa CONFORM TO ERSOBL OR EQUIVALENT. 
^INSTAa ITEM 5 (LlD HANOLE PROVISIONS ASSEMBLY) IN ACCOROANCE MTH AERO OESION LTD. 
DRAWNG 84263, LOCATED AS SHOHN. 
^ORia #30 (0.129) HOLES N LONC TUBE MEWBERS AT HOOP LOCATIONS TO \ENT WELO CASSES. 
«MEN ASSEMBLY IS COMPLETE. Fia AU EXPOSEO VENT HOLES WTH ROSETTE HELO. 


S. FIMSH; THOROUGHLY CLEAN AND POWDER COAT LIO ASSEMBLY. 


LlD ASSEMBLY 


DRU. 1/2* THROUGH OUTBOARD SIDE OF TUBE 
NSERT SPACER FUILY AND HELO IN PLACE 
DRU. NO. 9 
(0.196) THROUGH AF1ER HELOING 


DETAIL 8 


SCALE 1:2 
TYPICAL BOTH ends 


SECTION A-A 


SCALE 1:2 


t 
374-I6F 
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2 
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1 
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1 
S4263-01 0/ UD HANOLE PROVISONS ASSEMBLY 
5 
100624-01 06 HOOP 


1 
100623-02 OS RH UO ENO HOOP 


1 
100623-01 04 
LH UO ENO HOOP 
A/N 
— 
03 TUBE 
4130 STEEL COND. N 
Ml-T-e736 
O.S X 0.03S SQR TUBE 
A^ 
— 
02 
TUBE 
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UIL-T-6736 
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S 
100612-01 
01 
BASKET UO ASSEMBLY (STANDARD) 


01 
PART NO. 
ITCM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SZZ 


OTY 
UST OF MATERIALS 


JEFF aARXE 


JASON REKlt 


22 DEC 2014 


22 DEC 2014 


UNLESS OTHERWSE SPECIF1ED 
0MEN90NS ARE IN INCHES. 
TOLERANŒS ON: 
OECIMALS 
ANGLES 
x.xxx ±0.010 
±1/2' 
x.xx 
±0.03 
x.x 
±0.1 


AERO DESIGN LTD. 


BELL 205, 212, 214, 412 SERIES 
OUICK RELEASE MEGA CARGO BASKET 
STANDARD LlD ASSEMBLY 


Al 
100612 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE 


R0.13 


106.63 
@FILLER SHEET 


NOTES 


1. REMOVE Aa BURRS AND BREAK SHARP EOGES. 


2. THOROUGHLY DEGREASE, ALODINE, EPOXY PRIME AND POLYURETHANE PAINT 
AU ALUMINUM PARTS PRIOR TO ASSEMBLY. 
ALTERNATE; THOROUGHLY DEGREASE AND POWOER COAT ALL ALUMINUM PARTS 
PRIOR TO ASSEMBLY. 


QTY 


100616-01 01 niXER SHEET 


PART NO. 
ITEM 
DESCRIPTION 


6061-T6 ALUMINUM 


MATER1AL 


QQ-A-250/11 
0.050' SHEET 


MATERIAL SPEC 
STOCK SIZE 


UST OF MATERIALS 
iP 
APPROVALS 


OKAVIIN: 
JEFF CLARKE 


JASON REKVE 


DATE 


26 NOV 2014 


27 NOV 2014 


UNLESS OTHERMSE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON; 
OEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2" 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
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BELL 205, 212, 214, 412 SERIES 
QUICK RELEASE MEGA CARGO BASKET 
FILLER SHEET 


SCALE 1 : 4 


SHEET 1 OF 2 LGL 100616 
0 


R0.13 
TYP ~ 


REV. 
DESCRIPTION OF CHANGE 
INITIALS 
DATE 
0 
INITIAL ISSUE 


S.88 


0.88 


R0.13' 


R0.13 
TYPix 
0 


-54.63- 
02) FORWARD PILLER SHEET 


JOGGLE TO FIT OVER AFT SHEET 


- AS REOUIRED 
TO SUIT RIVET 
SPAONG ON 
BASKET HINGE 


-0.81 


.88 


R0.13 
TYP " 


AS REOUIREO 
TO SUIT RIVET 
SPAONG ON " 
BASKET HINGE 


-54.63- 


5.88 


@ 
AFT PILLER SHEET 


NOTES 


1. REMOVE Aa BURRS AND BREAK SHARP EDGES. 


2. THOROUGHLY DEGREASE, ALOOINE. EPOXY PRIME AND POLYURETHANE PAINT 
AU. ALUMINUM PARTS PRIOR TO ASSEMBLY. 
ALTERNATS: THOROUGHLY DEGREASE AND POWDER COAT ALL ALUMINUM PARTS 
PRIOR TO ASSEMBLY. 


QTY 


100616-03 
100616-02 


PART NO. 


03 
02 


ITEM 


AFT niXER SHEET 
FORWARD RLLER SHEET 


DESCRIPTION 


6061-T6 ALUMINUM 
6061-T6 ALUMINUM 


MATERIAL 


QQ-A-250/11 
00-A-250/11 


MATERIAL SPEC 


0.050" SHEET 
0.050" SHEET 


STOCK SIZE 


UST OF MATERIALS 


APPROVALS 


ORAHM: 
JEFF CLARKE 


JASON REKVE 


DATE 


26 NOV 2014 


27 NOV 2014 


UNLESS 0THERW1SE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DECIMALS 
ANGLES 
XXXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 
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REV.I 
DESCRIPTION OF CHANGE 
1 
MITIALS 
1 
DATE 
0 1 
INITIAL ISSUE 
1 
1 


ZD 


NOTES 


I. REMOVE AU BURRS AND BREAK SHARP COGES. 


DRia fSO <0-129) 
THtS SCE ONLT 
ORia #00 (0.129) 
THIS SJOE ONLY 
ORIU #30 (ai29) THIU 


(op LH LID END HOOP 


RH LID END HOOP 


LH SH09N. RH OPPOSTC 


N 
100623-02 
0? 
RH LA CNO HOOP 
4130 STEEL CONO. N 
UIL-T-6736 
075 S 0.035 SGR TUBE 
100623-01 
01 
LH UD CNO HOOP 
4130 STEEL COND. H 
MIL-T-6736 
0 75 X 0.035 SQR TUBE 


02 
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PART NO. 
TEL 
DESCRIPTION 
UATERIAL 
MAIERlAL SPEC 
STOCK SSE 


OTY OTY 
UST OF UATCRIALS 


XFT aARKE 


JASON RCKVE 


26 NOV 2014 


27 NOV 2014 


UNLESS OIHCftiMSE SPEOnEO 
DMENSONS ARE IN INCHCS 


TOLERANCES ON: 
OCCMALS 
ANGLES 
xxxx ±0.010 
±1/2" 
XXX 
±0.03 
XX 
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NOTES 
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2$ NOV 2014 


UNLESS 01HERWSE SPEOnEO 
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Al 
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CARGO BASKET LID FABRICATION - COMMON 
A^<= 


General 


These instructions apply to ail cargo basket lid assemblies. Refer to the foliowing drawings, at the current 


revision, for dimensions and détails: 


Bell 20617407 - 
Right side only 
69812, Revision 3-Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision G - 
Extra-Wide Low Mounted Ski Basket 
76612, Revision G - 
High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 
77612, Revision 1-Short Basket 
69812, Revision 3 - 
Médium Basket (left and right) 
78412, Revision 2 - 
Long Basket 
94G12, Revision G - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
9G612, Revision G-Standard Basket (left or right) 


Bell 206B - 
right side only 
8G212, Revision G-Short Basket 
8G312, Revision G-Médium Basket 
81112, Revision G - 
Long Basket 


Bell 429 - 
right or left 
95912, Revision G-Standard Basket 


Bell Médium - 
left or right 
75112, Revision G-Standard Basket 
95512, Revision G - 
Extra Large (ski) Basket 


MD600 
82812, Revision G-Standard Basket 


Options 
7G4G5, Revision 3 - 
Walkway 
7G4G2, Revision 1 - 
Lid Door 
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CARGO BASKET LID FABRICATION 
Complété 
n 
^ 
(initial or SCA#) 
Work Order: 


Date Open; ^ 
A/Qi/ 
//T 
73-04 
1. Rim Assembly - Basket Lid 
^ 


a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 


i. 1 or 2 
lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


G. Remove writing on tubes with acetone and scotch bright. 
. 
'■ 3^0. 
2. Weld Rim Assembly 
- ^ 
a. Record welding rod PO on attached material list. 
AO 
^3-04 
3. Inspection 
02 
a. 
Rim for complété welds 


4. Frame assembly-Lid 
02 


a. 
General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing) 
b. Insert rim from step 2 into jig. 


c. 
Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 
e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 
g. 
Locate cross members in lid rim. Refer to drawing for spacing of cross members. Clamp cross 
members with C-clamps to jig. 
^ 


5. Frame assembly - Lid with optional walkway modification 
Qo 


a. 
Fit cross members to rim in accordance with step 4. 
b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. 
Cut 34" X 0.035 material for walkway stringers to fit between lid cross members. Record 
material PO on attached material list. 
d. Drill vent holes into cross members at walkway stingers. 


e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 
a. Record welding rod PO on attached material list. 
^ 
b. Jigs must remain in place for as long as practical during welding. 
AO 


7. Inspection 
a. Frame assembly for complété welds. 
^ 
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CARGO BASKET LiD FABRICATION 
Complété 


(initial or SCA #) 
8. Mesh assembly. 
Note: 95912 (Bell 429) does net bave mesh. Skip to step 10. 
a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 
^ 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 
d. Ensure lid is prepared for mesh on the correct side. 


^0 
9. Weld mesh to frame assembly per drawing. 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


ii. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. %" 
for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 


e. Record welding rod PO on attached material list. 


^3^04 
10. Weld lid components. 


a. Handie brackets, locate in accordance with drawing. 


i. Standard location: %" outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


b. Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up 
0^^ 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 


d. Drill #9 through lid prop bushing(s). De-burr hole(s). 


e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
7'^-04 
To be completed by a différent person than the previous steps. 


a. Basket lid assembly for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 


Page 3 of 4 
30 November 2013 


CARGO BASKET LiO FABRICATION 
Complété 


(initiai or SCA #) 
13. Powder Coating 
7^^ 


a. Parts are to be powder coated white in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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CARGO BASKET BODY FABRICATION - COMMON 
jZ| A 
t 


General 


These instructions appiy to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 
94511, Revision 0-Extra-Wide Low Mounted Basket 
94611, Revision 0- 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 
Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS3S5 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - 
Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0- 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0 - 
Short Basket 
80311, Revision 0-Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0 - 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options-Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 


WorkOrder: 


Date Open: 
A/pt/ ^ 


Complété 


(initial or SCA #) 


1. Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 materiai to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


Record materiai PO on attached materiai list. 
Remove writing on tubes with acetone and scotch bright. 
For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
94611 (206L/407XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


b. 


c. 


d. 


e. 


AO 
^3-04 
02 


3. 


4. 


Weld Rim Assembly. 


a. Record welding rod PO on attached materiai list. 


b. 94611 (206L/407 XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 


Inspection 


a. Rim for complété welds 


Aô 


02 


Aô 


Frame assembly - 
body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 


d. Assemble hoops with attachment lug locating jig and hoop spacing Jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 


1. Attachment lugs are on inboard side. 


2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 
Run 3/8-24 tap into attachment lugs to ensure clear threads. 


Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 
Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 
basket. Ensure jig is straight prior to tightening ail clamps. 


e. Cut Vi" X 0.035 materiai to fit spine jig. 


f. Cut Vz" X 0.035 materiai for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut Yz" x 0.035 materiai for front end cutout. Record materiai PO on attached materiai 


list. 


h. 90611 (R44) only: Cut Yz x 0.035 materiai to fit front end structure. Record materiai PO on 


attached materiai list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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j. 
Record hoop WOs and material POs on attached materiai list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 


1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 


2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. All other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
05 
a. Ensure lug locating jig and hoop locating Jigs are in place. Jigs must remain in place for as long 
as practical during welding. 


b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use Jig to support front hoop. 


d. Record welding rod PO on attached material list. 
. 


6. Inspection 
. 
.. 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only - 


1. Set 
angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 


2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 


3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 
progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 


during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed prior to welding. 


il. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 


are tapered and may require Yi to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 


with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 


i. 90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 


i. Remove surface rust with scotch-brite. 


ii. Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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8. Weld mesh to frame assembly per drawing. 


a. Ensure lug locating jig is in place prier to welding. 


b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 


e. 90611 (R44) only - 
weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 
AÔ 
9. Weld basket components 
a. TIG weld lid prop bushing(s), one or two per drawing. 
^ 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 
^ 


10. Clean up 
^ 
y 


a. Grind high spots off mesh welds. 


b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
73-Q^ 
To be completed by a différent person than the previous steps. 
0^ 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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0. Tag compléta basket body assembly in préparation for powder coating. 
12. Powder Coating 
a. Parts are to be powder coated white in accordance with commercial practices. 
^ 
^ 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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